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@ Method of produdng stratiform articles and products. 

@ The invention relates to a method of produc- 
ing a stratiform article usable as an interior 
autonnotive panel. It includes the steps of inject- 
ing a molten thermoplastic polymer compo- 
sition into a mold containing a prefonned sheet, 
allowing the themnoplastic composition to sol- 
idify, and removing the solidified artide. dispos- 
ing a preformed contoured laminate insert in a 
female mold shaped in contfbrmity with the 
outer cover of the insert and injecting a ther- 
nwplastic polymer composition into a ntold, 
said polymer contacting the thermoplastic layer 
and interfusing therewith. 
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This invention generally relates to a method of producing an essantially self-supporting stratiform article, 
typically a trim panel of the type used in the interior of automotive venides such as vertical wall panels including 
door panels, comprising the steps as set forth in daim 1. 

Generally trim panels for automobiles are composed of a substrate or base layerfor mechanical strength 
5 and of an outer cover for visual appearance, feel, and/or comfort. Also, the outer cover frequently comprises 
more than one area with a specific or distinct color, texture, or resilience; for example, one or nrwre vinyl-cov- 
ered area(s) for resistance against soil and abrasion are combined with one or more. e.g. two to four areas 
covered with a textile such as carpeting, doth or velvet, a foamed layer, man-made or natural leather for pleas- 
ing aopearance. comfort or soil resistance. / wt. * • 
10 Safe and easy placement of segments of cover stock cut in accordance with the surface area{s) that is 
(are) to be provided with the particular cover layer, and - most Importantly - in dose register with one or more 
selected area(s). presents several problems some of which may need mutually exduslve solutions so as to 
require some compromise in the balance of properties. 

Most of the problems connected therewith tend to be aggravated by the fact that typical trim panels are 
15 -profiled". i.e. not essentially planar but shaped -three-dimensionally" to some extent so as to have a "depth- 
dimension in addition to having width and length. For example, protruding arm rests previously made as sep- 
arate parts for subsequent mounting on a trim panel should be mcrfded integrally with the panel to simplify 
production, and such arm rests, typically, require a spedf ic surface structure, be ft for comfort of use or fbr 
visual appearance. Addrtional problems are encountered when environmental requirements must be met. e.g. 
20 regarding disposal or recyding. or when some desired properties of a material defy meeting another require- 
ment. e.g. the desirable toughness of polypropylene contrasted with its adhes'ive-repeilant surface properties. 
Further various aspects of the problems involved, such as structural Integrity, ease of nrwnufacture and off- 
set avoidance tend to increase, sometimes geometrically, with the number of the differing cover segments, 
e.g. more than two and up to eight or even ten. 
25 The art is replete with teachings of methods fbr making trim panels and the disdosure in U.S. Patents Nos. 
4.781 ,966, 4,779.390. 4,81 0,452, 4,830,929 and 4,873,045 is mentioned by way of example. 

E*P-A-'o 326 408 disdoses a method of produdng a multilayered molding, e:g. for use in automobiles, in 
which method the surface of the base molding body is provided with a surface layer that comprises an outer 
layer (1) made of an elastomer, an intermediate foamed layer (2) and a protection film layer (3) which is sand- 
so wiched between the base molding body and the intermediate foamed layer (2). The.preformed multilayer sheet 
of constituents (1). (2) and (3) is placed in a mdd cavity and fluW resin, preferably polypropylene. Is injected 
so as to contact the protection film layer. r ^ 

The purpose of the film layer (3). which has athickness of 0.2 to 1 mm, is to protect the intermediate foamed 
layer (2) from being crushed by the injected resin. Various synthetic resins are sakJ to be suitable, and preferred 
35 materials are the same as those used for the outer layer (1), namely thermo-plastic elastomers containing a 
rubber constituent; shrinkage properties and viscosity values of the material of film layer (3) are not disdosed 
but. obviously, the materials of film layer (3) and the base molding body are not amipatible in the sense of 
being able to intermelt, and bonding appears to be due to adhesion rather than fusion. 

The present invention, on the other hand, is concerned with providing a stratifonm artide usable as an 
40 interior automotive panel wherein the panel has an insert that differs in appearance from the surrounding sub- 
strate This is accomplished by daim 1. i.e. by disposing a preformed insert in a mold and molding a panel 
member having a recess in which an edge portion of the insert is retained, so that the Insert covere only a por- 
tton of the outer surface of panel member. v • • 

As used herein, the term "essentially self-supporting stratiform artide* is intended to refer to a physical 
45 structure having maximum length and width dimensions that are significantly greater than the gauge or -thick- 
ness" even though that structure may have a significant "profile depth" when viewed perpendicularly relative 
to the main length and width extenston, or "main plain", of the artide. Generally, this implies a minimum surface 
area say of at least about 100 square centimetere; the artide will be -essentially self-supporting" if it retains 
its structural integrity and shape when its main plane is arranged in an essentially horizontal position while 
so the artide is supported only at a portion of its periphery. However, some reversible deformation of the artide 
by bending under its own weight does not detract from it being considered to be "self-supporting". 

The term "substrate" refers to the artide's constituent stratum or layer that nonmally provides the domin- 
ating portion of the mass of the artide and. in essence, determines its mechanical strength properties. The 
term "normally solid thermoplastic polymer composition" is intended to refer to a material that contains, or es- 
55 sentially consists of, an organic polymer that is sdid at normal ambient temperatures. The thermoplastic poly- 
mer may contain pigments, additives, etc provided that the resulting composition is thermoplastic. I.e. be^ 
comes soft and fluid at elevated temperatures of typically above 1 0O^C. generally above 1 20»C and preferaoly 
above 150'C. Polyolefins are generally preferred herein and polypropylene is particularly preferred. 
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The term "generally flexible" as used herein to characterize the cover layer Is irrtended to encompass sheet 
materials Including films, woven, non-woven or knit textile materials, natural or man-made leather, foamed 
sheet materials and generally any material actually or potentially of use in prior art methods of forming tnm 
panels: these materials are flexible in the sense of being capable of bending without rupture and. frequently. 
5 have some Stretch capability. 

The difference of visual appearance between coverlayer portions at the 'outer-, i.e. visually exposed side 
of the trim panels as used, e.g. mounted in a vehicle, and the substrate can be of any type including shade, 
color texture, feel etc. It should be noted, however, that portions of the article's surface might be formed by 
the uncovered substrate which may. out need not. have an embossed, matted or otherwise structured surface 
10 appearance formed upon molding. 

In its general embodiment the invention comprises the steps of: 

A) providing a mould cavity in substantial shape conformity with the stratifonn article that is to be manu- 
factured such cavity is essentially defined by a female cavity portion and a nrtale cavity portion, and the 
female cavity portion has at least one surface area. e.fl. two to ten or more, shaped.in conformity with. the 

16 at least one surface portion; . ^ ■■ 

B) providing at least one preformed laminate comprising the coverlayer. or layer segment, and a norrnaHy 
solid thermoplastic shielding layer substantially co^ensive with the cover layer, or segment; the shield- 
ing layer is made of a material that is substantially compatible with the thermoplastic polymer composition 
of the substrate layer so as to permit autogenous interbonding (i.e. merely under the impact of heat and 

20 some contact pressure but without external substances) of substrate and shielding: 

C) positioning the at least one preformed laminate in the female cavity portton so that the cover layer con- 
tacts a surface portion of the female cavity: 

D) injecting the thermoplastic polymer composition while in a fluid state into the mould cavity for substan- 
tially filling the cavity and for inter-bonding with the thenmoplastic shielding layer; 

E) allowing the thermoplastic polymer composition to solidify and to totm the article; and removing the 
article from the mould cavity. 

injection molding Is a well-established art. of course, and prior art apparatus and operating conditions can 
be used for practising the invention. Since this is within normal competence of those skilled in tne molding art. 
injection moulding requirements for use in practising the invention will not be explained in detail herein. 

It is believed, however, that the shielding layer aspect as well as the means to use and fomi such a layer 
constitute an essential feature of the present invention and will be discussed in more detail below. 

Generally, the shielding layer as used according to the invention is a constituent of a preformed laminate 
which in turn can be produced by conventional methods, e.g. in a laminating press and with operating con- 
ditions known per se in the lamination art; typically, the preformed laminate used according to the invention 
will be "self-supporting- in the sense defined above for the finished article because this greatly improves pos- 
itioning and holding of the prefonned laminate In the female mold portion during injection moulding of the sub- 
strdte 

It is assumed that the advantageous action of the shielding layer is due to several contributive effects 
which, in turn, can be controlled by a suitable choice of the parameters involved. Generally, the shielding ayer 

40 must be both thermoplastic and compatible with the compositk)n of the substrate layer. The term compatible 
as used herein means the capacity of one thermoplastic substance or composition to intertwnd. i.e. to adhe- 
sively interfuse or intermelt with another thermoplastic substance or composition when heated in mutual con- 
tact to softening temperatures so as to form a bonding interface generally caused by some interflow and/or 
hot-blending of the constituents involved in the area of the common interface. 

4$ An essential and main effect of the shielding layer is to securely and adhesively hold the cover layer in 

the mould cavity while at the same time protecting it from the impact of the fluid (i.e. being heat-plasticized 
to the extent permitting injection molding) thermoplastic composition that is injected into the mould cavity for 
forming the substrate layer. So. while the shielding layer must be compatible with the injected thermoplastic 
composition to pemiit interfusion with the latter, it should not 'melt down' when in contact with the hot injected 

so mass i e preventer, at least, substantially retard formation of an essentially fluk) stratum immediately adjacent 
the ewer layer when the thermoplastic polymer composition for forming the substrate layer is injected into the 
mould cavity. The shielding teyer. in other words, should act as a permeation barrier between the cover layer 
material and the hot composition injected into the mould cavity for fbmiing the substrate layer. 

This can be achieved In a number of ways all of which tend to increase overall fluidity or viscosity of the 

55 material of the shielding layer with respect to the fluklity or viscosity of the material of the substrate layer when 
exposed to injectfon molding temperatures: for example, the shielding layer could be fonned of a thermoplastic 
Ddymer which - while compatible and capable of interfusing with the themioplastic polymer of the substrate 
layer - has a higher melt viscosity than the latter. Af urther method is to reduce thermal conducWvity, te. to 
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increase thermal insulating properties of the shielding layer, e.g. by Incorporation '*,^~'"P*'"*"' ^ . 
low thermal conductivity. Yet, another method is by means of filler-induced structural vecosily effects known 
perse in the art of plastics processing. ^ „ ^ • . 

A generally preferred method believed to combine some of the above mentioned effects is to use a sh eld- 
ing layer composed of a substrate-compatible thermoplastic polymer in intimate mbcture with a partic" tete f i ler 
that remains solid at the injection temperature of the substrate composttion. Typically, a particulate f >«erof the 
"granular" type, i.e. having no particular "length" dimension, should have a maximum part.de size of tess than 
about half the thickness of the shielding layer, preferably below 500 micrometers, e.g. abou^ 100 to 300 rnicro- 
meters. Conventional fillers of both Inorganic as well as organic provenience can be used Cellulosic fillers, 
e q wood powder, are a preferred filler species for use In the shielding layer according to the invention. Com- 
mercially available sheet materials, e.g. those sold under the trade name Vood-stock" by ASAA Inc. Sheboy- 
gan Wl USA. with or without an adhesive coating for improved bonding with standard cover matwials are a 
preferred material for the shielding layer according to the invention. As will be apparent to those skilled m the 
art preformed laminates of typical cover layer materials and shielding layer materials can be formed by con- 
ventional lamination methods, e.g. in a press in which a layer of the cover material is compressed in a mould 

together with a layer of the shielding material In a thermally plastif led state. 

Preferably.theshieldinglayerusedlnthemethodofthelm«ntk)npiDvidesforatleastonefurthersh.elding 

effect, namely that of a shrinkage buffer. Le. so as to reduce the impact of shrinkage of the substrate while 
solidifying in the injection mould upon the cover layer. While shrinkgage can be defined and measured in terrr« 
of rates or other relations, a simple criterion is used herein to define optimum results: since a stratiform body 
has two elongated or longitudinal" extenstons (I.e. in the length" as well as the "width" dimension), a simple 
method of determining pertinent shrinkage properties is to measure a tongitudinal end-to-end dimension of 
the mould cavity, prepare a molded shape of a polymer compositton by injectton mouWing and "^asure the 
difference between an end-to-end mould cavity dimensfon and the corresponding dimension of the molded 

* ' with many typical themwplastic compositions used commercially for injection molding purposes, such 
shrinkage will be in the range of from about 2 to 7 % (linear extenstons). i.e. the measured dimension of the 
molded product will havealengththatis2to7%smallerthanthelength of the corresponding cavitydimens^^ 

So while the shielding layer must be capable of Interbonding with the substrate composition upon injection 
molding, the shielding layer preferably has a significantly reduced mould shrinkage typically f "«""»'"9 ^ 25 
to 75 % of the shrinkage of the substrate composition, e.g. having a shrinkage of only about 0.5 bo 1.5 A if. 
the substrate has a shrinkage of 2 %. Preferably, the shrinkage of the shielding layer should be about half that 
of the substrate layeror even less. The aim of shrinkage buffering is. of course, to prevent distorsionswnnMing 
and other forms of deformation of the cover layer material since the latter, inmany of its typical and prefered 
forms, will have substantially no mouW shrinkage, such as a textile layer made of cotton, wool or of synthetic 
fibers of use herein, i. e. showing no significant deformatton when used in the Injectton molding step of tne 

'""'^mrrS^ent of mutual compatibility tends to limit the possibility of varying the polymer constituents 
of substrate and shielding layer for shrinkage buffering. However, a generally preferred method of reduang 
tne shrinkage of the shielding layer is to incorporate a shrinkage-reducing component in the ^imposition used 
for making the shielding layer of the preformed larhinate. typically a filler that remains so id when heated to 
injectton molding temperatures. Inother words, if theshielding layer l8made.for example, ofamix^ureofa^^^^ 
equalpartsofathermoplasticpolymerhavlngashrinkage(asdefinedabove)of2%andofanor|-th«^^^^ 
filler having substantially no shrinkage, the resulting shielding layer will have shrinkage 8«nifKjantly below 2 
% e g about 1 % While various fillers having such an effect will be apparent to those skilled in the art. par- 
tkiulate wood is a typical exaniple for use to achieve shrinkage buffering in a shielding layer made of a poly- 
olefin, such as polypropylene. ... 

When using preferred polymer-filler blends for forming the shielding layer, the thermoplastic polymer con- 
stituent may provide from about 20 to about 80 %. preferably about40 to about 60 %. by weight, of ttie shielding 

layer (i e. based upon the weight thereof), while the filler constituent fomis a complementary portion, i.e. from 
about 80 to about 20 %. preferably from 60 to 40 %. by weight, again based upon the weight of the shielding 
layer. The shielding layer may contain further components provided that the above discussed properti^ o 
compatlbilityand capacity to Interfuse with the material of the substrate and of at least one shie ding effect 
are not affected. For example, the shielding layer may contain conventional additives and adjuvan s including 
pigments and stabilizers, or may contain recycled or regenerated mateifals of the ^^.^^j* 

Preferred thermoplastic polymers for use both in the substrate as well as in the shielding layerare selected, 
from polyolef ins: polypropylene is particularly preferred. Homopolymers as well as copolymers including graft, 
co-polymers prepared by com^entionai oolymeiizatton from suitable monomeric olefins are suitable herein; co- 
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polymers of the ABS type (i.e. those typically made of acrylonltrile. butadiene and slyrene or substituted equiv- 
alents) represent another example. Again, additives and adjuvants conventionally incorporated in thermoplas- * 
tic polymer compositions for injection molding can be used in fomiing the substrate layer according to the in- 
vention. 

Typically, the substrate layer of a stratiform article made according to the invention, e.g. for use as a vert- 
ical trim panel, will have a thickness or gauge in the range of from 1 to 10 mm while the shielding layer has a 
thickness in the range of from 0.5 to 3 mm. The cover layer, on the other hand, can have any thickness or gauge 
in which typical materials for use as cover layers are applied in trim panels or other stratiform articles, e.g. 
carpets, man-made leather, foamed sheet materials etc., in the range of from about 200 micrometers to about 
10 mm. 

Description of the Drawings 

The invention will now be further illustrated without limitation by means of the enclosed drawings in which: 
Fig. 1 A is a semi-diagrammatic elevational view of a stratiform article produced according to the inven- 
tion; 

Fig. IB Is a sectional view of Fig. 1 A with a portion. Indicated by a drde. shown in enlarged scale for 
clarity; 

Fig. 2A is a semi-diagrammatic elevatfonal view of another example of a stratiform artlde produced ac- 
cording to the invention; and 
Fig. 2B is a sectional view of Fig, 2. again with a circled portion shown In an enlarged scale for clarity. 

The stratiform article 1 0 illustrated In Figs. 1 A and 1 B Is a vertical trim panel for use in automobiles formed 
of substrate layer 15 produced by injection molding of polypropylene in a conventional moulding cavity (not 
shown) together with a preformed laminate 1 8 made, In turn, by laminating a shieldding layer 16 composed of 
polypropylene in mixture with wood powder and a carpet cover layer 14. Panel 10 is provided with an upper 
bead 12 and a lower bead 13. Substrate 15 is interfuslngly connected with the preformed laminate 18 In the 
area between upper bead 12 and lower bead 13 while the lower portion 19 of substrate 15 has no cover layer 
and may have a smooth or "embossed" surface structure depending upon the surface characterstics of the 
injection mould. It will be understood that the injectton mould portion for forming the "outer" face, i.e. the dec- 
orated side of panel 10 where the textile cover layer 14 determines Its visual appearance, is formed by the 
"female" portion of the injection mould (not shown) while the "backside" of panel 10 is formed by the "male" 
portion of the injection mould. It will be noted that the female as well as the male portion of the injection mould 
may consist of one or more injection mould components. Further, it is to be understood that the upper end of 
the preformed laminate 18 has an analogous structure as the lower end (shown in the circled portion of Fig. 
IB). 

Thus, the edge portion of the laminate Is curved to abut within a recess 11 adjacent bead 13 so that the 
visual appearance of the decorated side of panel 10 is not man^d by any unsightly edges of the prefbrmed 
laminate 18 or its shielding layer 16. Further, due to the permeation banler as well as the shrinkage buffer 
effect provided by shielding layer 16. the textile cover layer 14 will show neither unsightly spots of permeated 
fluid resin from substrate 15 nor wrinkles caused by mould shrinkage of substrate 15. 

Fig. 2A Is a semi-diagrammatic elevational view of a door panel 20 formed of substrate 25. e.g. of poly- 
propylene, and a performed laminate 28 constituting an arm rest As shown In Fig. 28 and notably the circled 
portion thereof, the preformed laminate 28 consists of a shielding layer 26 of the same type as used in Fig. 
1 A and 1 B and of a relatively thick cushion top layer comprised of an outer "skin" portion 24, e.g. made of vinyl, 
and a foamed core 27. e.g. made of expanded polyurethane or expanded potyolefin including expanded poly- 
ethylene. In this instance, shielding layer 26. in addition to provkling Intertjonding connection with substrate 
25, acts both as a permeation barrier as well as a heat shield preventing undue themwl deformation of the 
cushion layer constituents 24. 27 even though the latter may nave a substantially lower softening temperature 
than the thermoplastic polymer composition used for injection molding of substrate 25. 

Again, as in Figs. 1 Aand IB. the prefonmed laminate 28 consisting of the shielding layer 26 and the cushion 
layer components 24, 27 will be positioned in the female portion of the injectton mould (not shown) used for 
farming door panel 20. The thermoplastic compositton used for injection molding of the substrate 18 and 28. 
respectively, will be introduced into the injection mould via one or more outlet openings in the male portion of 
the injection mould that defines the less critical Inner side of panels 10. 20. By the same token, reinforcing 
elements, e.g. ribs, as well as mounting brackts, can be formed integrally with substrate 15. 25 without the 
danger of producing "sink-marks" as explained below. 

For manufacturing panels 10, 20 the preformed laminate is first produced from the decorative layer ma- 
terials and the shielding layer materials in a conventional compression press die. e.g. at a pressure of about 
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30lbspersquareinchandalaminating temperature (atba«*ingboard)ofabout350«F.Laminat.^ 
in the omipression cyde and the laminate is trimmed in the die. The prefomied laminate or insert so produced 
is positioned in the matching surface portion of the female injection molding die mounted in a convenUonal 
pre^. The injection mould is ctosed by connecting the female and the male injection d.e portions. an<l the ther- 
moplastic moulding component for the substrate of the panel is injected through the male (or punch) side of 
the die at the required injection temperature as specified by the producer of the InjecBon molding compound 
. u«d. Peel strength tests of the resulting bond between the cover layer and the substrate indicate integral 
bondina by intermelling the surface. ij 

The inventive method helps to solve the problem of sc^called sink-marks resulting from mould shnnkage 
where the thickness of the substrate layer Is.substantially Increased so that shrinkage phenomena that act per- 
pendicularly relative to the surface of the substrate, e.g. in the area of reinfordng ribs our ^^nt'^g^*"^; 
^use a visual cavity in the outer surface of the substrate layer. When practising the Invention such marks are 
no problem because the site of the local thickness increase can easily be positioned below a preformed lam- 
inate area where the shielding layer provides a barrier against formation of sink-matte. 

Generally, the Inventton provides an improved method of producing self-supporting stratiform artides o 
the type dismissed and having a substrate layer formed of a thermoplasllc pdymer composition and at je^t 
one surface portion fomied by a layer made of a cover material, such as a textile; a mouW ^2^°^^ J" 
molding the desired article is provided and has a female cavity portion and a male cavity portion, accoitling 
SSlJentionthereis provided, foreach covered surface portion.apreform^^^ 
layer and a thermoplastic shielding layer the shielding layer acts as a permeation bamer P~te«*"9 
aS against the hS polymer composition that will be injected for fom,ing the substrate; the shielding layer 
may Is a shn^i^e bufferThe prefbm^d laminate is substant«lly self-supporting -^^J>^^^, 

safepositioning of Hscover layer portion atadesired portion of thefemalemould and. hence ofthefinal article. 

biuse the shielding layer is fom^ of a material that can interfuse with the thermopl^Jc oomp<. 
sHion of the substrate layer, a firm bond between each cover layer and the substrate will be fbnned. 
J^oicLgesofttie above illustrated examples Within thesc^^ 

to those skilled in the art 
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1 Amethod of producing a stratifomi article usable as an interior automotive panel including the steps of 
injecting a molten thermoplastic polymer composition into a mold containing a preformed ^Jeet. a^o^ng 
the themioplastic compositton to solidify, and removing the solidified art.de. charactenzed by the steps 

disposing a pre^formed. contoured laminate insert (18 or 28). the insert (18 or 28) comprising an 
outer cover (14 or 24) and an inner thermoplastic layer (16 or 26). m a female moW shaped in eonformrty 
wrthToutercover(14or24)ofinsert(18or 28). with the outer cover(14or 24) disposed in 

With the female mold but having at least one exposed edge portion; and 

injection molding a thermoplastic polymer composition into a mold indudmg a male mold and the 
femalen«ldcontein!ngin8ert(18or28)so that the them,oplasticcomposi«oncon^ 
er(16or26)and interfuses therewith, and surrounds the exposed edge portion of insert(1Bor28).fo^^^^^ 

a panel member (15 or 25) having a recess (11 or 12) in whteh such edge portion <^ 08 " 28) « 
reteined. wherein insert (18 or 28) covers only a portion of the outer surface of panel member (15 or 25) 
45 and.differe in appearance from the outer surface of panel nwmber (15 or 25). 

2 Themethodofdaim1.furthercharacterizedinthattheinnerthermoplasticlayer(16or26)exhibitsshrink- 
ISersa^StofinJe^ionmoldingofthethermoplasticpdymerwhichishal^ 

hibited by the panel member (15 or 25). 

^ 3 The method of daim 1 . further characterized in that outer cover (14 or 24) is made of a tactile material 
lin^ surface textura different from the outer surface of panel member (15 25). and the inner ttj. 
mopl^tic layer (16 or 26) has a thidcness and composition effec*we to shield the outer cover (14 or 24) 
from damage whksh would otherwise occur during injection molding. 

4 The method of daim 1. 2 or 3. further diaracterized in that insert (18 or 28) is positioned in ttie female 
mddTittVpair of opposing exposed edge portions whid, become disposed in a pa", of spaced recesses 
(11. 12) in panel member (15 or 25) after Injection molding. 
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5. Themethodofanyofdairr«1-3.furthercharacterizedinthatinnerthernH,plasU^^^^^ 

of a material having, at a temperature at which the poiymer composition of the shaped P^^l^"^^^^^ 
or25)isfluid.asignificantlyhi9herviscosltythanthepolymercomposit»nsoastop|ov^^^^ 
prevents permeation of the fluid polymer composition through the inner thermoplaslic layer (16 or 26). 

' 6. The method of any of claims 1-3. further characterized in that the polymer composition of shaped panel 
member (1 5 or 25) is based upon an organic thermoplastic polymer selected f rom polyolef ins and ABS- 
type copolymers and has a thickness in the range of from 1 to 10 mm. while inner thermoplastic layer (16 
or 26) has a thickness in the range of f ron> 0.5 to 3 mm. 

" 7 Themethodofanyofdaim6,furthercharacteri2edinthatinnerthermoplasticlayer(16or26)comprises 
■ a thermoplastic polymer that is substantially compatible wfth the polymer composition of shaped panel 
member (15 or 25). and a particulate filler that remains solid when contacted with the polymer composition 
in fluid state. 

« 8 ThemethodofdaimT.furthercharacterizedinthalthethermoplasUcpdymercompositionofshap^^^ 

el member (1 5 or 25) comprises at least a major portion of polypropylene, and inner thermoplastic layer 
(16T56)cLprlsespoly^,pyleneandapartlculateflller.whichconsiste 

9. The method of daim 8. further characterized in that inner thermoplastic layer (16 or 26) contains from 
20 20% to 80% of polypropylene and from 80% to 20% of the filler. 

10. An interior automotive panel characterized in that the panel comprises a stratiform artide niade by the 
method of any of daims 1 to 3. 
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